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IN THE CLAIMS 

1. (ourrently amended) A method fnr Tnaldng a metft ^tbermal sgpraved 
material surface infufied or impregnated composite object comprising: 

(a) preparing a pattern with a contour of a desired shape; 

(b) applying a release agent l^ngr on at least a portion of tbe 

pattern; 

(c) applying a tbennal spray material laygLonto tbe release agent 
laye r bv a thermal sprav method, said thenmal sprav method comprising controlling 
thermal sorav parameters to produce an inner dense laver of therma l sprav material on 
the release agent laver and a more porous outer layer as the thickness of the thermal 
sprav material laver inoreaaes: 

(d) integrating the thermal spray material layer into a eontposite 
object by backing and infusing the thermal s prayed material layer with a resin; and 

(e) separating the mfiised or i mpregnated composite coated spray 
material fitom tbe release agent coated pattern to produce ^aid ths!n^.^prayed 
material sur&ce infbsed or; impre^ted c omposite object 

2. (cunently amended) The method of claim 1 wherein step ^(d) is 
modified as follows: ^b^'^ integrating tbe thermal spray material layer into a 
composite object by backing the thermal s praved material layer with fiber and infiising 
withaiesin. 

3. (original) The method of claim 2 where the thermal spray material is a 

metal. 

4. (original) The method of claim 2 where the thermal spray material is a 
metal matrix ceramic composite, 
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5 . (cuirently amended) The method of claim 3 whenHn The metal is 
selected from tho group oomprioings tecU stainless steel, copper, tin, nickel, invar, 
chiome. tungsftm, aluminum. zinc» alloys thereof ttdo£ compounds thereof. 

6. (currently amended) The method of claim 2 wherein the release agent 
is selected fcom ifao group oompiiging epaxies> uieAanes» acrylics mdgt polyvinyl 
acetates. 

7. (cuirently amended) The method of claim 2 wherein tiie fiber is 
selected from the group oomprifiinc^arbon fiber, glass fiber art^Si: wylon fiber, and the 
resin is selected from a n epoxy or ptepreg materials. 

8. (currently amended) The method ofolaim 2 wherein in step (c) at least 
one layer of the thermal spmy material selected from tho group oompiioine m etals 
aadgr psuedo alloys is applied to the release agent layer. 

9. (original) Thcmethodof claim 3 wherein the thickness of the thermal 
spray metal layer is between 0.0001 and about 3 inches. 

10. (currently amended) The method ofclaim 2 wherein the kri^ 
^.A^riA ^imer dense laver of the thermal spmy material in step (c) io applied to produoo 



XI. (original) The method of claim 2 wherein the entire spray material 
layer in step (c) has a porosity between about 5% and about 75%. 




Ls a density of at least 95% theoretical density. 
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12. (original) The method of claim 2 wherein the release agent in step (b) 
is deposit to a thickness between about 0.0001 inch and about 0.020 inch. 

13. (original) The method of claim 2 wherem after step (c), the following 
steps ate added: 

(cO encasing the periphery of the pattern with a seal; 
(c'O dispersing fiber and resin materials within the peripheral seal and 
onto the thermal spray material layer. 

14. (cunently amended) The method of claim 13 wherein in step (d) the 
impregnation or in&sion of the resin into at least Ae outer pOf^mlsSfgE of tiie 
deposited thermal smay m aterial is done by using a vacuum force. 

1 5. (currently amended) The method of claim 13 wherein in step (d), the 
impiegnation ot infusion of the resin into at least the outer f&t^]ssiSL of die 
deposited thermal sorav materialm etftt is done using a meohamcal or hydraulic force. 

16. (cunently amended) The method of claim 2 wherein after step (e), the 
following_s teps are added: 

(e) cleaning the pattern of contaminations; and 
(e'O repeating stqis (a) through (e) at least once. 

1 7. (original) The method of claim 16 wherein after step (c), the following 

steps are added: 

(c*) encasing the periphery of the pattern witii a seal; and 

(c'O dispersing fiber and resin materials within the peripheral seal and 

onto the thermal spmy material layer. 
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18. (cuirently amended) A thermal sp my matol spraved material surface 
infused or impregnated c ompoaite object comprising a solid composite material of 
fiber and tesin in which at least a portion of the resin composite materia] is infused or 
impregnated into a porous portion of ihfr^thennaLsprayed material surface. 

19. (cunently amended) The meta lthermal spraved material s urface . 
inftised or impregnated c omposite object of claim 18 wherein the oiiteiporoiis portion 
of tlie Ifiyoi' flpmv mot olt hmnal sp r flved material fiurfece has a theorerical density of 
between about 25% atid about 95%. 

20. (currently amended) A iM^themial Rpraved material surface infbsed 
or impregnated c ompositp object made in accordance with the method of claim 1 . 

21 . (currently amended) A aaatfllthftrmal anraved material sur&ce 
Mflte ift^sed or impremated composite object made in accordance with the method 
of claim 2. 

22. (new) The metfiod of claim I whereto the mare porpus outer layer ia 
between about 5 and about 50% of the thickness of the thennal spray material layer. 

23. (new) The method of claim 1 wherein the more porous outer l&ycic has 
a porosity of between about 5 and about 95 percent. 

24. (new) The method of claim 1 wherein the more porous outer layer has 
a porosity of between about 25 and about 75 percent. 
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